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Indian Standard 

SPECIFICATION FOR 
SNAP FLASK MOULDING BOXES AND JACKETS 

0. FOREWORD 

0.1 This Indian Standard was adopted by the Indian Standards Institu- 
tion on 21 February 1983, after the draft finalized by the Foundry 
Sectional Committee had been approved by the Structural and Metals 
Division Council. 

0.2 Snap flask moulding boxes differ from the conventional type mould- 
ing boxes since with the help of snap flasks moulding boxes more produc- 
tion can be obtained with comparatively lesser number of mould boxes 
in the line. The arrangement of removing the flask from the mould 
consists of a quick-acting mechanism of cam and lever. Two opposite 
corners are rigidly fixed and other two corners are made collapsible, so 
that when the mechanism is operated, corners open out and the snap 
flask becomes ' free for making next mould A taper jacket is placed 
around the mould and is kept till the metal becomes solidified after 
pouring. Thus one snap flask pair can work for many regular moulding 
Ijoxes, besides there is saving in storing place and capital investment. 

0.3 Manufacturing and trade practices followed in the country have been 
kept in view while preparing the standard. 

0.4 For the purpose of deciding whether a particular requirement of this 
standard is complied with, the final value, observed or calculated, ex- 
pressing the result of a test or analysis, shall be rounded off in accordance 
with IS : 2-1960*. The number of significant places retained in the 
rounded off value should be the same as that of the specified value in 
this standard. 



1. SCOPE 

1.1 This standard covers requirements for snap flask moulding boxes and 
the jackets used in foundry. The range of sizes covered is from 295 x 295 
mm to 480 x 480 mm. 



•Rules of rounding off numerical values ( revised). 
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1.1.1 Though the bigger sizes are heavy, yet these can be manufactured 
and used efficiently with all the advantages of snap flask system. For the 
bigger sizes, special fittings like trunions are provided for lifting the snap 
flasks with cranes. Such boxes shall be manufactured as agreed to bet- 
ween the manufacturer and purchaser. 

1.2 This standard applies to the following: 

a) Cope and drag boxes, provided with round bushes on one side 
and elongated on the other. 

b) The cope, provided with round bush on one side and elongated 
on the other, and the drag boxes with two guide pins rigidly fixed 
on their lugs. 

2. TERMINOLOGY 

2.0 For the purpose of this standard, the following definitions shall apply. 

2.1 Box Size — The size of the box is measured internally at the parting 
line. The size is usually specified in order of length, breadth and height. 
Jacket size shall be similarly given by length and breadth, measured at 
the height, equal to the parting line of snap flask moulding boxes. 

2.2 Cope and Drag — The upper half of the snap flask is called the cope 
and the lower half as drag. 

3. MANUFACTURE 

3.1 Snap flask moulding boxes shall be manufactured by castings. The 
material shall be aluminium alloy of Designation 4223 or\4600 conforming 
to IS : 617-1975*. These shall be suitably ribbed on outside surfaces, and the 
inrier surfaces of snap flasks shall be provided with suitable serrations to 
provide adequate grip on the mould during the transportation. The ser- 
rations, however, shall be of such dimensions that they shall not interfere 
with the removal of the snap moulding flask from the mould, whenever 
required. The mating surface as well as the sides where lugs are bolted 
shall be machined true. Hardened and tempered steel strips of 25 mm 
width and 3 mm thickness shall be fixed on the top surface of cope and 
bottom surface of drag boxes for wear resistance, as shown in Fig. 1. 

3.2 Height of cope and drag boxes shall be increased by providing upsets 
of 25, 50 or 75 mm height. Wear resisting strip shall be provided on the 
top surface of upset for cope and on bottom surface of upset for drag box. 
The upset shall he suitably fixed on the faces of flasks. 

3.3 Lifting handles shall be provided on bigger size flasks as agreed to 
between the manufacturer and the purchaser. 

•Specification for aluminium and aluminium alloy ingots and castings for general 
engineering purposes { second uoision ) • 
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AH dimensions in millimetres. 
Fio. 1 Snap Flask Mouldino Boxes 



3.4 Sharp corners shall be avoided. 

3.5 The opening of corners, which spread apart shall be 5 mm. 

3.6 The jackets shall be manufactured from cast iron Grade F4 i50 con- 
forming to IS : 210-1978* or cast aluminium alloy, preferably of Designa- 
tion 4223 or 4600 conforming to IS : 6l7-1975t. Jackets may also be 
fabricated out of steel plates and sections or specially rolled sections. AH 
the inner surfaces as well as faces of the jacket shall be as smooth as 
shown in Fig 2. 



'Specification for grey iron castings ( third revision ) . 

tSpecification for aluminium and aluminium alloy ingots and castings for general 
engineering purposes ( second reeision ). 
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All dimensions in millimetres. 

Fig. 2 Jacket 

4. SIZES 

4.1 The sizes of snap flask boxes and the pin centres shall be as shown in 
Fig. 1 and read with Table 1 . 

4-1,1 The taper on the inner walls of both cope and drag box shall 
be 4°. 

4.2 The^sizes of the jacket as shown in Fig. 2 with length and breadth 
measured internally at parting line shall be same as that of snap flasks. 
The height o£ the jackets shall be 150, 200, 250 or 300 mm. 

4.2.1 The taper on the inner walls of the jacket shall be same as that 
of snap flasks, thdt is, 4°. 

5. TOLERANCES 

5.1 The length and breadth shall be maintained within the tolerance of 
±10 mm and height within ± l•5^llm. 
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SIZES OF SNAP FLASK MOULDING BOXES 
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5.2 Joint faces shall be level and true within the permissible error of 
i 25 mm in straightness. 

5.3 The tolerance on centre distance between the guide holes for bushes 
arid pins shall be i 05 mm. 

6. LUGS 

6.1 Lugs shall be of cast aluminium alloy of Designation 4223 or 4699 
conforming to IS : 617-1975* and machined to sizes as shown in Fig. 4. 

6.2 The holes in the lugs shall be of 30 H8 to suit bushes or 19 H8 to 
suit guide pins and spot shall be faced to 36 mm diameter. 

6.3 The lugs shall be fixed rigidly on the machined surfaces of cope and 
drag flasks by means of 4 socket head hexagon cap screws of 8 mm dia- 
meter and spring Washers and two dowel pins of 8 mm diameter. The 
holes of lugs must lie at right angle to the mating surfaces and at 
centre distance /^ depending upon the size of flasks. 



♦Specification for aluminium and aluminium alJoy ingots and castings for general 
engineering purposes {seinnd revision ). 
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7. BUSHES 

7.1 The bushes shall be manufactuted from case hardening steel, case 
carburized and hardened, and shall have the hardness of 54 to 62 HRC. 

7.2 The bushes shall be ground on inside and outside diameters in case 
of round and on outside diameter in case of elongated. The sizes of 
bushes shall be maintained as given in IS : 1280-1975* and as shown in 
Fig. 3. 

7.3 The bushes shall be press fit in the holes of the lugs and locked by 
means of 8 mm diameter hexagon socket grub screw as shown in Fig. 4. 
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All dimensions in millimetres. 

Fig, 3 Bushes 



'Specification for foundry moulding boxes of steel constiuction ( second uvision ). 
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B, 30 H8 Hole in Lugs for Bushes B, 19 H8 Hole in Lugs tor Pins 

All dimensions in millimetres. 

Fig. 4 Lugs for Bushes and Guide Pins 



8. GUIDE PINS 

8.1 The guide pins shall be manufactured from case hardening steel, case 
carburized and hardened and shall have the hardness 40 to 45 HRG. 

8.2 The guide pins shall be ground on diameters and also underneath the 
collar ( on threaded side) on centres. The sizes of the guide pins shall 
be in accordance with IS : 4981-1975* as shown in Fig. 5. 

8.3 The guide pins shall be rigidly fixed in the holes of the lugs by means 
of washers, spring washers and nuts or lock nuts. 

9. CLOSING PINS 

9.1 The closing pins shall be manufactured from case hardening steel, 
case carburized and hardened, and shall have the hardness of 40 to 
45 HRG. 

9.2 The closing pins shall be ground on diameter. The sizes of closing 
pins shall be maintained as given in IS : 4982-19751 and as shown in 
Fig. 6. 



♦Specification for guide pins for foundry pattern plates ( second revision ). 
fSpecification for closing pins for foundry moulding boxes (^first revision ). 
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All dimensions in millimetres. 
Fig. 5 Guide Pins 
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All dimensions in millimetres. 

Fig, 6 Closing Pins 
10. MARKING 

10.1 Each snap flask mouldiTig box and jacket shall be marked with th 
manufacturer's name and trade-mark and the sizes of the box. 

10.2 The snap flask moulding boxes may also be marked with 
the Standard Mark 

10.2.1 The use of the Standard Mark is governed by the provisions of Bureau 
Indian Standards Act, 1986 and the Rules and Regulations made thereundei 
The details of conditions under which the licence for the use of Standard Ma; 
may be granted to manfucaturers or producers may be obtained from the Buref 
of Indian Standards. 
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